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Description 

FIELD OF THE INVENTION 

5 The present invention relates to an electroplated steel sheet having a plurality of coatings, excellent in 

workability, corrosion resistance and water-resistant paint adhesivity. 

BACKGROUND OF THE INVENTION 

10 There is at present a strong demand for the improvement of corrosion resistance of a steel sheet forming 

an automobile body with a view to keeping safety and external appearance of the automobile body for a long 
period of time. A zinciferous electroplated steel sheet is excellent in corrosion resistance under the effect of a 
sacrificial protection of corrosion provided by its zinciferous coating. The zinciferous electroplated steel sheet 
is therefore widely applied as a steel sheet for automobile. Furthermore, a film of a chemically stable corrosion 

15 product is formed on the surface of a zinc alloy coating such as an iron-zinc alloy coating of an iron-zinc alloy 
electroplated steel sheet or a nickel-zinc alloy coating of a nickel-zinc alloy electroplated steel sheet. This film 
of the corrosion product inhibits a progress of subsequent corrosion of the above-mentioned zinc alloy coating, 
at a portion thereof, to the surface of which a paint film does not adhere. In addition, the zinc alloy coating, 
being excellent in alkali resistance, prevents corrosion of the steel sheet caused by alkalinization of water hav- 

20 ing penetrated through the paint film into the space between the paint film and the zinc alloy coating. 

A nickel-zinc alloy electroplated steel sheet has a problem in that, during a progress of corrosion, a content 
ratio of nickel in the nickel-zinc alloy coating increases along with the decrease in the zinc content in the nickel- 
zinc alloy coating, thus leading to corrosion of the nickel-zinc alloy electroplated steel sheet. However, an iron- 
zinc alloy electroplated steel sheet imposes no such problem. Therefore, the iron-zinc alloy electroplated steel 

25 sheet has many advantages as a corrosion-resistant electroplated steel sheet. 

However, the recent demand for the improvement of corrosion resistance of a steel sheet is becoming re- 
markably higher than the level of corrosion resistance of the conventional iron-zinc alloy electroplated steel 
sheet. For the purpose of coping with this increasing demand for a higher corrosion resistance, improvement 
of corrosion resistance of the coating is tried by adding, to the coating, a metal excellent in corrosion resistance 

30 such as chromium, in addition to iron and zinc, and for example, the following electroplated steel sheet is pro- 
posed: 

An electroplated steel sheet excellent in corrosion resistance disclosed in Japanese Patent Provisional 
Publication No.63-243,295 dated October 11, 1988, which has any one alloy coating of the following (a) to (d) 
(hereinafter referred to as the "prior art"): 
35 (a) an alloy coating, which comprises: 

chromium : from over 1 to 70 wt.%, 
and 

the balance being zinc and incidental impurities; 
(b) a plurality of alloy coatings, which comprise: 
40 (i) the alloy coating of the above (a), 

and 

(ii) another alloy coating comprising at least one element selected from the group consisting of zinc, 
iron, nickel, cobalt, manganese, chromium, aluminum magnesium, silicon, molybdenum, copper, lead, 
tin, titanium, antimony and phosphorus; 
45 (c) an alloy coating, which comprises: 

chromium : from over 1 to 70 wt.%, 

at least one element selected from the group consisting of iron, nickel, cobalt, manganese, molyb- 
denum, copper, lead, tin, antimony and phosphorus, the total content of said at least one element being 
smaller than the content of each of chromium and iron, 
50 and 

the balance being zinc and incidental impurities; 
(d) a plurality of alloy coatings, which comprise: 
(i) the alloy coating of the above (c), 
and 

55 (jj) another alloy coating comprising at least one element selected from the group consisting of zinc, 

iron, nickel, cobalt, manganese, chromium, aluminum, magnesium, silicon, molybdenum, copper, lead, 
tin, titanium, antimony and phosphorus. 
The above-mentioned prior art has the following problems: 



2 



EP 0 406 579 B1 



(1) A steel sheet for automobiles is required to be excellent not only in corrosion resistance, but also in 
workability and water-resistant paint adhesivity. However, the electroplated steel sheet having the alloy 
coating (a) or (c) above of the prior art, i.e., the electroplated steel sheet which has a chromium-zinc alloy 
coating containing chromium of from over 1 to 70 wt.%, is very poor in workability and water-resistant paint 

5 adhesivity. Such an electroplated steel sheet is not therefore suitable as a steel sheet for automobiles. 

(2) Water-resistant paint adhesivity can be improved by forming an iron-rich iron-zinc alloy coating on the 
chromium-zinc alloy coating containing chromium of from over 1 to 70 wt.% as in the case of the electro- 
plated steel sheet having the plurality of alloy coatings (b) or (d) of the prior art, under the effect of the 
iron-zinc alloy coating. However, the iron-zinc alloy coating is susceptible to corrosion. As a result, red rust 

10 is produced on the iron-zinc alloy coating, and this impairs formation of a film of a chemically stable cor- 

rosion product, thus leading to deterioration of corrosion resistance of the iron-zinc alloy coating. There- 
fore, formation of the plurality of alloy coatings (b) or (d) above of the prior art on the surface of the steel 
sheet cannot improve simultaneously both corrosion resistance and water-resistant paint adhesivity. 

(3) As described above, it is impossible, in the electroplated steel sheet of the prior art, to satisfy all the 
15 criteria of workability, corrosion resistance and water-resistant paint adhesivity which a steel sheet for au- 
tomobiles is required to have. 

Under such circumstances, there is a demand for the development of an electroplated steel sheet having 
a plurality of coatings, excellent in workability, corrosion resistance and water-resistant paint adhesivity, but 
an electroplated steel sheet provided with such properties has not as yet been proposed. 

20 

SUMMARY OF THE INVENTION 

An object of the present invention is therefore to provide an electroplated steel sheet having a plurality of 
coatings, excellent in workability, corrosion resistance and water-resistant paint adhesivity. 
25 In accordance with one of the features of the present invention, there is provided an electroplated steel 

sheet having a plurality of metal coatings, excellent in workability, corrosion resistance and water-resistant 
paint adhesivity, which comprises: 

an iron-chromium-zinc alloy coating as a lower layer, formed on at least one surface of a steel sheet, 
consisting essentially of: 

30 

iron : from 3 to under 15 wt.%, 

chromium : from 0.1 to 1 wt.%, 

35 

and 

the balance being zinc and incidental impurities, said iron-chromium-zinc alloy coating as the lower layer 
having a coating weight of at least 0.1 g/m 2 per one surface of said steel sheet; 
40 another iron-chromium-zinc alloy coating as an intermediate layer, formed on said iron-chromium-zinc 

alloy coating as the lower layer, consisting essentially of: 

iron : from 10 to 40 wt.%, 

45 

chromium : from over 1 to under 30 wt.%, 



and 

50 the balance being zinc and incidental impurities, said intermediate iron-chromium-zinc alloy coating hav- 

ing a coating weight of at least 20 g/m 2 per one surface of said steel sheet, and the sum of said coating weight 
of said iron-chromium-zinc alloy coating as the lower layer and said coating weight of said intermediate iron- 
chromium-zinc alloy coating layer being up to 60 g/m 2 per one surface of said steel sheet; and 

a chromating coating as an upper layer, formed on said intermediate iron-chromium-zinc alloy coating, 

55 said chromating coating as the upper layer comprising a metallic chromium film formed on said intermediate 
iron-chromium-zinc alloy coating and a hydrated chromium oxide film formed on said metallic chromium film, 
and each of said metallic chromium film and said hydrated chromium oxide film having a coating weight of at 
least 5 mg/m 2 per one surface of said steel sheet. 
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BRIEF DESCRIPTION OF THE DRAWINGS 

Fig. 1 is a graph illustrating the relationship between the binding energy of a photoelectron and the intensity 
of a photoelectron, when analyzing an iron-chromium-zinc alloy coating by means of an electron spectro- 
5 scopy for chemical analysis; 

Fig. 2 is a graph illustrating the relationship between contents of iron and chromium in an alloy coating of 
an iron-chromium-zinc alloy electroplated steel sheet, on the x axis and workability of the electroplated 
steel sheet, on the y axis; and 

Fig. 3 is a graph illustrating the relationship between content of iron and chromium in an alloy coating of 
10 an iron-chromium-zinc electroplated steel sheet, on the x axis and perforation corrosion resistance of the 

electroplated steel sheet, on the y axis. 

DETAILED DESCRIPTION OF PREFERRED EMBODIMENTS 

15 From the above-mentioned point of view, extensive studies were carried out to develop an electroplated 

steel sheet excellent in workability, corrosion resistance and water-resistant paint adhesivity. More specifically, 
an electroplated steel sheet having a plurality of coatings which have different chemical compositions from each 
other, displays simultaneously a plurality of functions which are unavailable by an electroplated steel sheet hav- 
ing a single coating. In order to cause the electroplated steel sheet to display simultaneously a plurality of func- 

20 tions, it is necessary to form, in a specific sequence, a plurality of coatings having respective specific functions 
on at least one surface of the steel sheet so that these coatings do not impair respective functions between 
them. Therefore, by forming, in a specific sequence, three coatings comprising a coating excellent in work- 
ability, another coating excellent in corrosion resistance, and further another coating excellent in water-resis- 
tant paint adhesivity on at least one surface of a steel sheet, it is possible to obtain an electroplated steel sheet 

25 most suitable as a steel sheet for automobile, which is excellent in workability, corrosion resistance and water- 
resistant paint adhesivity. Studies were therefore carried out to find conditions under which excellent work- 
ability, excellent corrosion resistance and excellent water-resistant paint adhesivity can be respectively impart- 
ed to the above-mentioned three coatings. As a result, the following findings were obtained: 

(1) Workability of an iron-zinc alloy electroplated steel sheet deteriorates when the iron content in an alloy 
30 coating becomes at least 15 wt.%. The reasons are as follows: With an iron content of under 15 wt.% in 

the alloy coating, there is formed an iron-zinc alloy coating comprising a solid solution having an excellent 
workability, in which iron is dissolved into zinc. The iron-zinc alloy electroplated steel sheet has thus an 
excellent workability. With an iron content of at least 1 5 wt.% in the alloy coating, on the other hand, there 
is formed an iron-zinc alloy coating comprising a T-phase having a poor workability, which is an interme- 
35 tallic compound of iron and zinc. Workability of the iron-zinc alloy electroplated steel sheet thus deterior- 

ates. 

(2) An iron-chromium-zinc alloy coating, comprising 17 wt.% iron, 5.9 wt.% chromium and the balance being 
zinc and incidental impurities, formed on the surface of a steel sheet, was analyzed by means of electron 
spectroscopy for chemical analysis (sputtering time: 30 minutes). Fig. 1 is a graph illustrating the relation- 

40 ship between the binding energy of a photoelectron and the intensity of a photoelectron observed in the 

above-mentioned analysis. As shown in Fig. 1, Cr 3 " 1 " was detected in the alloy coating. This reveals that 
oxides and/or hydroxides of chromium are present in the alloy coating. An alloy coating containing oxides 
and/or hydroxides of chromium is brittle. Therefore, the iron-chromium-zinc alloy electroplated steel sheet 
has a lower workability than that of the iron-zinc alloy electroplated steel sheet, if the alloy coating has 

45 an iron content of at least 15 wt.% in the both cases. 

(3) The relationship between contents of iron and chromium in an alloy coating of an iron-chromium-zinc 
alloy electroplated steel sheet, on the one hand, and workability of the electroplated steel sheet, on the 
other hand, was investigated. Fig. 2 is a graph illustrating the result of this investigation. In Fig. 2, the ab- 
scissa represents the chromium content in the alloy coating, and the ordinate represents workability of 

50 the electroplated steel sheet. Workability was evaluated using, as a criterion, workability of an alloy-treated 

hot-dip zinc plated steel sheet (coating weight : 60 g/m 2 per one surface of steel sheet) which has the mini- 
mum workability as a steel sheet for automobile. More specifically, the above-mentioned criterion is indi- 
cated by a mark "o", the case with a workability higher than the above-mentioned criterion is indicated 
by a mark and the case with a workability lower than the above-mentioned criterion is indicated by 

55 a mark "x". In Fig. 2, a mark "A" represents an iron-chromium-zinc alloy electroplated steel sheet having 

an iron-chromium-zinc alloy coating (coating weight 30 g/m 2 per one surface of steel sheet) containing 
iron within the range of from 7 to 13 wt.%, and a mark "A" represents an iron-chromium-zinc alloy elec- 
troplated steel sheet having an iron-chromium-zinc alloy coating (coating weight: 30 g/m 2 per one surface 
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of steel sheet) containing 18 wt.% iron or 25 wt.% iron. 

As is clear from Fig. 2, workability of the iron-chromium-zinc alloy electroplated steel sheet (as indi- 
cated by the mark "A") containing iron within the range of from 7 to 13 wt.% in the alloy coating thereof is 
satisfactory with a chromium content in the alloy coating of up to 1 wt.%, whereas workability deteriorates 

5 with a chromium content in the alloy coating of over 1 wt.%. In contrast, workability of the iron-chromium- 

zinc alloy electroplated steel sheet (as indicated by the mark "A") containing 18 wt.% iron or 25 wt.% iron 
in the alloy coating thereof deteriorates even with a chromium content of up to 1 wt.% in the alloy coating. 
Therefore, it is understood that workability of the iron-chromium-zinc alloy electroplated steel sheet is im- 
proved by limiting the iron content in the alloy coating to under 15 wt.% and limiting the chromium content 

10 in the alloy coating to up to 1 wt.%. 

(4) Blister resistance and perforation corrosion resistance are considered important as representing cor- 
rosion resistance of a steel sheet for automobiles. A blister tends to occur between a paint film and a coating 
under the effect of water penetrating through the paint film or corrosion liquid produced from corrosion of 
the coating mainly in an outer plate of an automobile body. If a blister occurs, adhesivity of the paint film 

15 remarkably decreases and corrosion resistance after painting deteriorates. Perforation corrosion tends to 

occur in a steel sheet through a paint film and a coating under the effect of corrosion caused by water or 
salt accumulating particularly in the closed portions of an automobile body. 

Blister resistance of an iron-chromium-zinc alloy electroplated steel sheet is improved accordingly as 
the contents of iron and chromium in the alloy coating increase. More particularly, an electroplated steel 

20 sheet having an iron-chromium-zinc alloy coating which contains at least 10 wt.% iron and over 1 wt.% 

chromium and has a coating weight of at least 20 g/m 2 per one surface of the steel sheet is superior in 
blister resistance to an alloy-treated hot-dip zinc plated steel sheet having a coating weight of at least 50 
g/m 2 per one surface of steel sheet. A higher iron content in the alloy coating leads to an improved blister 
resistance because iron improves alkali resistance of the alloy coating, thus inhibiting corrosion of the alloy 

25 coating. The reason why a higher chromium content in the alloy coating improves blister resistance, though 

not clearly known, is estimated to be that chromium passivates the alloy coating and this inhibits corrosion 
of the alloy coating. 

(5) The relationship between contents of iron and chromium in an alloy coating of an iron-chromium-zinc 
alloy electroplated steel sheet, on the one hand, and perforation corrosion resistance of the electroplated 

30 steel sheet, on the other hand, was investigated. Fig. 3 is a graph illustrating the result of this investigation. 

In Fig. 3, the abscissa represents the iron content in the alloy coating, and the ordinate represents the 
maximum corrosion depth of the steel sheet as a criterion of the perforation corrosion resistance. The max- 
imum corrosion depth of the steel sheet was investigated through a perforation corrosion resistance test 
as described later. In Fig. 3, a mark "o" represents an iron-chromium-zinc electroplated steel sheet having 

35 an alloy coating (coating weight: 30 g/m 2 per one surface of steel sheet) having a different chromium con- 

tent. 

As is clear from Fig. 3, a chromium content in the alloy coating of over 1 wt.% leads to a remarkably 
reduced maximum corrosion depth of the steel sheet, and hence to an improved perforation corrosion re- 
sistance. With an iron content in the alloy coating of over 40 wt.%, on the other hand, the maximum cor- 
40 rosion depth of the steel sheets becomes larger even with a chromium content of over 1 wt.%, thus re- 

sulting in a poorer perforation corrosion resistance. The reason why a chromium content in the alloy coating 
of over 1 wt.% leads to an improved perforation corrosion resistance is not clearly known, but is estimated 
to be that chromium passivates the alloy coating, and this inhibits corrosion of the alloy coating. 

(6) The above-mentioned blister resistance and perforation corrosion resistance of the iron-chromium-zinc 
45 alloy electroplated steel sheet are correlated also with the weight of the alloy coating. More specifically, 

blister resistance and perforation corrosion resistance of an iron-chromium-zinc alloy electroplated steel 
sheet having an alloy coating containing over 1 wt.% chromium and from 10 to 40 wt.% iron, are improved 
compared with the blister resistance and perforation corrosion resistance of an alloy-treated hot-dip zinc 
plated steel sheet having a coating weight of at least 50 g/m 2 per one surface of steel sheet, by using a 
50 coating weight of the alloy coating of at least 20 g/m 2 per one surface of steel sheet. 

(7) In a steel sheetfor automobiles, water-resistant paint adhesivity is considered to be important. However, 
chromium, if contained in the alloy coating, causes deterioration of water-resistant paint adhesivity. Par- 
ticularly, a chromium content of over 1 wt.% causes a serious deterioration of water-resistant paint adhe- 
sivity. 

55 (8) Achromate coating comprising a metallic chromium film and a hydrated chromium oxide film is excellent 

in water-resistant paint adhesivity. 

(9) Considering the above-mentioned findings, the conditions for improving workability, corrosion resis- 
tance and water-resistant paint adhesivity of an iron-chromium-zinc alloy electroplated steel sheet are as 
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follows: 

(a) In order to improve workability of the iron-chromium-zinc alloy electroplated steel sheet, the iron 
content in the alloy coating should be under 15 wt% and a chromium content in the alloy coating should 
be up to 1 wt.%. 

5 (b) In order to improve blister resistance and perforation corrosion resistance of the iron-chromium- 

zinc alloy electropalted steel sheet, the iron content in the alloy coating should be within the range of 
from 1 0 to 40 wt.%, a chromium content in the alloy coating should be over 1 wt.%, and a coating weight 
of the alloy coating should be at least 20 g/m 2 per one surface of steel sheet. 

(c) The iron-chromium-zinc alloy electroplated steel sheet has a poor water-resistant paint adhesivity. 
10 It is therefore necessary to form, on the alloy coating, a chromating coating excellent in water-resistant 

paint adhesivity. 

The present invention was made on the basis of the above-mentioned findings. Now, the electroplated 
steel sheet having a plurality of coatings of the present invention, excellent in workability, corrosion resistance 
and water-resistant paint adhesivity is described below. 
15 In the present invention, an iron-chromium-zinc alloy coating as a lower layer, consisting essentially of the 

following constituent elements, is formed on at least one surface of a steel sheet 



20 iron : from 3 to under 15 wt.%, 

chromium : from 0.1 to 1 wt . % , 

and 

25 the balance being zinc and incidental impurities. 

The iron-chromium-zinc alloy coating as the lower layer has a coating weight of at least 0.1 g/m 2 per one 
surface of steel sheet. 

The iron-chromium-zinc alloy coating as the lower layer imparts an excellent workability to the electro- 
plated steel sheet. The iron content in the alloy coating should be limited within the range of from 3 to under 

30 15 wt.%, and the chromium content in the alloy coating should be limited within the range of from 0.1 to 1 wt.%. 
When the iron content in the alloy coating is at least 1 5 wt% and the chromium content in the alloy coating is 
over 1 wt.%, workability of the electroplated steel sheet is deteriorated. When the iron content in the alloy coat- 
ing is under 3 wt.%, and the chromium content in the alloy coating is under 0.1 wt.%, on the other hand, blister 
resistance and perforation corrosion resistance of the electroplated steel sheet are deteriorated. The coating 

35 weight of the iron-chromium-zinc alloy coating as the lower layer should be at least 0.1 g/m 2 per one surface 
of steel sheet. With a coating weight of under 0.1 g/m 2 per one surface of steel sheet, a desired workability 
cannot be obtained. 

In the present invention, another iron-chromium-zinc alloy coating as an intermediate layer, consisting es- 
sentially of the following constituent elements, is formed on the iron-chromium-zinc alloy coating as the lower 
40 layer: 



iron : from 10 to 40 wt.%, 

chromium : from over 1 to under 30 wt.%, 



and 

the balance being zinc and incidental impurities. 

50 The intermediate iron-chromium-zinc alloy coating has a coating weight of at least 20 g/m 2 per one surface 

of steel sheet, and the sum of the coating weight of the iron-chromium-zinc alloy coating as the lower layer 
and the coating weight of the another iron-chromium-zinc alloy coating as the intermediate layer is up to 60 
g/m 2 per one surface of steel sheet. 

The another iron-chromium-zinc alloy coating as the intermediate layer imparts an excellent blister resis- 

55 tance and an excellent perforation corrosion resistance to the electroplated steel sheet. The iron content in 
the alloy coating should be limited within the range of from 10 to 40 wt.%, and the chromium content in the 
alloy coating should be limited within the range of from over 1 wt.% to under 30 wt.%. With an iron content in 
the alloy coating of under 10 wt.%, a desired blister resistance cannot be obtained. With an iron content in the 
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alloy coating of over 40 wt.%, on the other hand, perforation corrosion resistance deteriorates. With a chro- 
mium content in the alloy coating of up to 1 wt.%, a desired blister resistance and a desired perforation corrosion 
resistance cannot be obtained. A chromium content in the alloy coating of at least 30 wt.% leads, on the other 
hand, to a lower workability of the electroplated steel sheet. The coating weight of the another iron-chromium- 
5 zinc alloy coating as the intermediate layer should be at least 20 g/m 2 per one surface of steel sheet. With a 
coating weight of under 20 g/m 2 per one surface of steel sheet, a desired perforation corrosion resistance can- 
not be obtained. 

The sum of the coating weight of the iron-chromium-zinc alloy coating as the lower layer and the coating 
weight of the intermediate iron-chromium-zinc alloy coating should be limited to up to 60 g/m 2 per one surface 

10 of steel sheet. A sum of the coating weight of over 60 g/m 2 per one surface of steel sheet leads to a poorer 
workability of the electroplated steel sheet. 

In the present invention, a chromating coating as an upper layer is formed on the intermediate iron- 
chromium-zinc alloy coating. The chromating coating as the upper layer comprises a metallic chromium film 
formed on the intermediate iron-chromium-zinc alloy coating and a hydrated chromium oxide film formed on 

is the metallic chromium film, and each of the metallic chromium film and the hydrated chromium oxide film has 
a coating weight of at least 5 mg/m 2 per one surface of steel sheet. 

The chromating coating as the upper layer Imparts an excellent water-resistant paint adhesivity to the elec- 
troplated steel sheet. More particularly, when a paint film is formed on the chromating coating as the upper 
layer, molecules of the paint film combine with molecules of the hydrated chromium oxide film of the chromating 

20 coating. Thus, the hydrated chromium oxide film of the chromating coating provides an excellent water-resis- 
tant paint adhesion. There is only a weak adhesivity between the hydrated chromium oxide film and the iron- 
chromium-zinc alloy coating. However, there is a strong adhesivity between the metallic chromium film and 
the iron-chromium-zinc alloy coating, and between the metallic chromium film and the hydrated chromium ox- 
ide film. Therefore, the metallic chromium film has the function of a binder for causing the hydrated chromium 

25 oxide film excellent in water-resistant paint adhesivity to adhere closely to the anot her iron-chromium-zinc alloy 
coating as the intermediate layer. The coating weight of each of the metallic chromium film and the hydrated 
chromium oxide film should be at least 5 mg/m 2 per one surface of steel sheet. With a coating weight of the 
hydrated chromium oxide film of under 5 mg/m 2 per one surface of steel sheet, a desired water-resistant paint 
adhesivity cannot be obtained. With a coating weight of the metallic chromium film of under 5 mg/m 2 per one 

30 surface of steel sheet, it is impossible to ensure firm adhesion of the hydrated chromium oxide film with the 
iron-chromium-zinc alloy coating. The upper limit of the coating weight of each of the metallic chromium film 
and the hydrated chromium oxide film, though not specifically limited, should preferably be up to 500 mg/m 2 
per one surface of steel sheet for economic considerations. 

The reason why the presence of the another iron-chromium-zinc alloy coating as the intermediate layer, 

35 which exerts an adverse effect on workability of the electroplated steel sheet, does not cause deterioration of 
workability of the electroplated steel sheet of the present invention is estimated as follows: The intermediate 
iron-chromium-zinc alloy coating is formed on the iron-chromium-zinc alloy coating as the lower layer, which 
is excellent in workability, closely adhering to the surface of the steel sheet. When the electroplated steel sheet 
is subjected to working, cracks are produced in the iron-chromium-zinc alloy coating as the lower layer, and 

40 the alloy coating deforms, together with the steel sheet, along the cracks. The cracks thus produced in the 
iron-chromium-zinc alloy coating as the lower layer propagate to the intermediate iron- chromium-zinc alloy 
coating, thus causing production of cracks in the intermediate layer similar to those in the lower layer. There- 
fore, the intermediate iron-chromium-zinc alloy coating layer deforms, together with the iron-chromium-zinc 
alloy coating as the lower layer, along the cracks with the latter as a buffer. 

45 When the iron content in the iron-chromium-zinc alloy coating as the lower layer is under 3 wt.% and the 

chromium content therein is under 0.1 wt.%, blister resistance and perforation corrosion resistance of the elec- 
troplated steel sheet deteriorate even if the intermediate iron-chromium-zinc alloy coating layer is formed there- 
on. The reason of this deterioration is estimated as follows: When the iron content in the iron-chromium-zinc 
alloy coating as the lower layer is under 3 wt.%, and the chromium content therein is under 0.1 wt.%, alkali 

so resistance of the alloy coating becomes lower. As a result, corrosion of the iron-chromium-zinc alloy coating 
as the lower layer is caused by water and the like having penetrated through the cracks produced during work- 
ing into the iron-chromium-zinc alloy coating as the lower layer. When the iron-chromium-zinc alloy coatng as 
the lower layer is thus corroded, this causes deterioration of blister resistance and perforation corrosion re- 
sistance of the electroplated steel sheet imparted by the intermediate iron-chromium-zinc alloy coating. 

55 When the iron content in the iron-chromium-zinc alloy coating as the lower layer is at least 3 wt.%, and 

the chromium content therein is at least 0.1 wt.%, on the other hand, the alloy coating displays an excellent 
corrosion resistance in an alkaline environment under the effect of the alkali resistance improving function of 
iron and the passivating function of chromium. Therefore, even when water and the like penetrate through the 
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cracks produced during working into the iron-chromium- zinc alloy coating as the lower layer, the alloy coating 
is never corroded. As a result, there is caused no deterioration of blister resistance and perforation corrosion 
resistance of the electroplated steel sheet imparted by the intermediate iron-chromium-zinc alloy coating 
formed on the iron-chromium-zinc alloy coating as the lower layer. 

5 The excellent workability provided by the iron-chromium-zinc alloy coating as the lower layer, the excellent 

blister resistance and the excellent perforation corrosion resistance provided by the intermediate iron- 
chromium-zinc alloy coating layer, and the excellent water-resistant paint adhesivity provided by the chromat- 
ing coating as the upper layer are fully displayed without impairing each other, by limiting the chemical com- 
positions of the lower layer, the intermediate layer and the uppper layer as described above. 

10 The above-mentioned electroplated steel sheet of the present invention is manufactured as follows: An 

iron-chromium-zinc alloy coating as a lower layer is electroplated onto the surface of a steel sheet in an elec- 
troplating bath mainly comprising zinc sulfate, ferrous sulfate and chromium sulfate. Then, another iron- 
chromium-zinc alloy coating as an intermediate layer is electroplated onto the iron-chromium-zinc alloy coating 
as the lower layer in another electroplating bath mainly comprising zinc sulfate, ferrous sulfate and chromium 

15 sulfate. 

The contents of iron, chromium and zinc in the iron-chromium-zinc alloy coating as the lower layer and 
the intermediate iron-chromium-zinc alloy coating layer can be adjusted by altering the contents of zinc sulfate, 
ferrous sulfate and chromium sulfate in the electroplating bath, the electric current density of plating, the pH- 
value of the plating bath and/or the flow velocity of the plating bath. More specifically, increase in the contents 

20 of ferrous sulfate and chromium sulfate in the electroplating bath, increase in the electric current density of 
plating, increase in the pH-value of the plating bath, or decrease in the flow velocity of the plating bath causes 
increase in the contents of iron and chromium in the alloy coating. Therefore, it is possible to form an iron- 
chromium-zinc alloy coating as the lower layer and another iron-chromium-zinc alloy coating as the intermedi- 
ate layer respectively having prescribed contents of iron and chromium by altering the chemical composition 

25 of the electroplating baths and/or the plating conditions. 

Then, the electroplated steel sheet on which the iron-chromium-zinc alloy coating as the lower layer and 
the intermediate iron-chromium-zinc alloy coating layer have been formed as descrived above, is subjected 
to a cathode electrolytic chromating treatment in an acidic electrolytic chromating bath mainly comprising 
chromic acid and sulfuric acid ions, to form a chromating coating as an upper layer comprising a metallic chro- 

30 mium film and a hydrated chromium oxide film on the intermediate iron-chromium-zinc alloy coating. Thus, 
there is manufactured the electroplated steel sheet of the present invention which comprises the iron- 
chromium-zinc alloy coating as the lower layer formed on the surface of the steel sheet, the intermediate iron- 
chromium-zinc alloy coating layer formed on the iron-chromium-zinc alloy coating as the lower layer, and the 
chromating coating as the upper layer formed on the intermediate iron-chromium-zinc alloy coating layer. 

35 Now, the electroplated steel sheet of the present invention is described more in detail by means of exam- 

ples in comparison with examples for comparison. 

EXAMPLES 

40 The surface of a cold-rolled steel sheet having a thickness of 0.7 mm was cleaned by means of the usual 

alkali degreasing and electrolytic pickling. Then, the thus cleaned cold-rolled steel sheet was subjected to an 
electroplating treatment under the lower layer plating conditions as shown in Table 1 to form an iron-chromium- 
zinc alloy coating as a lower layer, and then, to another electroplating treatment under the intermediate layer 
plating conditions as shown in Table 1 to form another iron-chromium-zinc alloy coating as an intermediate 

45 layer on the iron-chromium-zinc alloy coating as the lower layer. Then, the electroplated steel sheet, on which 
the iron-chromium-zinc alloy coating as the lower layer and the intermediate iron-chromium-zinc alloy coating 
layer had thus been formed, was subjected to an electrolytic chromating treatment under the upper layer chro- 
mating conditions as shown in Table 1 to form a chromating coating as an upper layer comprising a metallic 
chromium film and a hydrated chromium oxide film on the intermediate iron-chromium-zinc alloy coating. Thus, 

50 samples Nos. 1 to 20 of the electroplated steel sheets of the present invention having three layers of alloy coat- 
ing within the scope of the present invention as shown in Table 2 (hereinafter referred to as the "samples of 
the invention") were prepared. 

For comparison purposes, samples Nos. 1 to 13 of the electroplated steel sheets having coatings outside 
the scope of the present invention as shown in Table 3 (hereinafter referred to as the "samples for comparison") 

55 were prepared. Each of the samples for comparison Nos. 1 and 2 had a single iron-chromium-zinc alloy coating 
formed under the intermediate layer plating conditions as shown in Table 1, on the surface of a cold-rolled 
steel sheet. Each of the samples for comparison Nos. 3 and 6 to 9 had no chromating coating as the upper 
layer. Each of the samples for comparison Nos. 4, 5 and 10 to 12 had a coating having chemical compositions 

8 
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outside the scope of the present invention. The sample for comparison No. 13 had an alloy-treated hot-dip zinc 
coating having a thickness of 60 g/m 2 on the surface of a cold-rolled steel sheet. 
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For each of the thus prepared samples of the invention Nos. 1 to 20 and the samples for comparison Nos. 
1 to 13, workability, blister resistance, perforation corrosion resistance and water-resistant paint adhesivity 
were investigated by means of the following performance tests. The results of these tests are shown also in 
Tables 2 and 3. 

5 

(1) Workability test: 

The alloy coating of each of the as-plated samples was squeezed whilst causing deformation thereof by 
means of a draw-bead tester (diameter of the projection of the male die: 0.5 mm). Then, an adhesive tape was 
10 stuck to the alloy coating of the thus deformed and squeezed sample, and the adhesive tape was then peeled 
off. The degree of blackening of the adhesive tape caused by adhesion of the peeled-off alloy coating was 
determined by visual inspection as the amount of the peeled-off alloy coating, and workability was evaluated 
in terms of the degree of blackening, i.e., the amount of the peeled-off alloy coating. The criteria for evaluation 
were as follows: 

15 o : An amount of the peeled-off alloy coating is smaller than that for the sample for comparison No. 13 
having the alloy-treated hot-dip zinc coating on the surface of the steel sheet, suggesting a satisfactory 
workability; 

A : An amount of the peeled-off alloy coating is of the same order as that for the sample for comparison 
No. 13; and 

20 x : An amount of the peeled-off alloy coating is larger than that for the sample for comparison No. 13, sug- 
gesting a poor workability. 

(2) Blister resistance test: 

25 Each sample was subjected to an immersion-type phosphating treatment for a steel sheet for automobile 

in a phosphating solution (product name: PL 3080) made by Nihon Perkerizing Co., Ltd. to form a phosphate 
film on the surface of the sample, and then subjected to a cation-type electropainting treatment with the use 
of a paint (product name: ELECRON 9400) made by Kansai Paint Co., Ltd. to form a paint film having a thick- 
ness of 20 jim on the phosphate film. Then, a cruciform notch was cut on the thus formed paint film. For the 

30 resultant sample having the cruciform notch, the maximum blister width of the paint film was measured on 
one side of the cruciform notch after the lapse of 1,000 hours in a salt spray test, and blister resistance was 
evaluated on the basis of the thus measured maximum blister width of the paint film. 

(3) Perforation corrosion resistance test: 

35 

Each sample provided with the cruciform notch as described in (2) above was subjected to 60 cycles of 
tests, each cycle comprising salt spray, drying, immersion in salt water, wetting and drying for 24 hours. Then, 
the paint film and the corrosion product were removed from the sample subjected to 60 cycles of tests, and 
the maximum corrosion depth produced in the steel sheet was measured to evaluate perforation corrosion 
40 resistance on the basis of the thus measured maximum corrosion depth. 

(4) Water-resistant paint adhesivity test: 

Each sample was subjected to an immersion-type phosphating treatment for a steel sheet for automobile 
45 in a phosphating solution (product name: PL 3080) made by Nihon Perkerizing Co., Ltd. to form a phosphate 
film on the surface of the sample, and then subjected to a cation-type electropainting treatment with the use 
of a paint (product name: ELECRON 9400) made by Kansai Paint Co., Ltd. to form a lower paint film having 
a thickness of 20 urn on the phosphate film. Then, an intermediate paint film having a thickness of 35 urn and 
an upper paint film having a thickness of 35 m were formed on the surface of the thus formed lower paint film. 
50 The resultant sample having three layers of paint film was immersed in pure water at a temperature of 40°C 
for 240 hours, and then 1 00 checker notches were cut at intervals of 2 mm on the paint film. An adhesive tape 
was stuck to the surface of the paint film having the checker notches, and then, the adhesive tape was peeled 
off. The number of paint film sections peeled off together with the adhesive tape was counted to evaluate water- 
resistant paint adhesivity on the basis of the number of paint film sections peeled off. The criteria for evaluation 
55 were as follows: 

o : The number of peeled-off sections is up to 5; 

A : The number of peeled-off sections is from 6 to 20 and 

x : The number of peeled-off sections is at least 21 . 
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As is clear from Table 3, the samples for comparison Nos. 1 and 2, each having a single iron-chromium- 
zinc alloy coating, are poor in workability and water-resistant-paint adhesivity. The sample for comparison No. 
3, in which the iron content in the iron-chromium-zinc alloy coating as the lower layer is low outside the scope 
of the present invention and which has no chromating coating as the upper layer, is poor in blister resistance 

5 and water-resistant paint adhesivity. Both of the sample for comparison No. 4, in which the chromium content 
in the iron-chromium-zinc alloy coating as the lower layer is high outside the scope of the present invention, 
and the sample for comparison No. 5, in which the iron content in the iron-chromium-zinc alloy coating as the 
lower layer is high outside the scope of the present invention, are poor in workability. 

The samples for comparison Nos. 6 to 9, each having no chromating coating as the upper layer, are poor 

10 in water-resistant paint adhesivity in any case. The sample for comparison No. 6, furthermore, in which the 
iron content in the iron- chromium-zinc alloy coating corresponding to the intermediate layer of the present in- 
vention is low outside the scope of the present invention, is poor in blister resistance. The sample for compar- 
ison No. 7, in which the iron content in the iron-chromium-zinc alloy coating corresponding to the intermediate 
layer of the present invention is high outside the scope of the present invention, is poor in perforation corrosion 

15 resistance. The sample for comparison No. 8, in which the chromium content in the iron-chromium-zinc alloy 
coating corresponding to the intermediate layer of the present invention is low outside the scope of the present 
invention, is poor in blister resistance and perforation corrosion resistance. The sample for comparison No. 9, 
in which the chromium content in the iron-chromium-zinc alloy coating corresponding to the intermediate layer 
of the present invention is high outside the scope of the present invention, is low in workability. 

20 The sample for comparison No. 10, in which the coating weight of the another iron-chromium-zinc alloy 

coating as the intermediate layer is small outside the scope of the present invention, is poor in perforation cor- 
rosion resistance. The sample for comparison No. 11, in which the sum of the coating weight of the iron- 
chromium-zinc alloy coating as the lower layer and the coating weight of the intermediate iron-chromium-zinc 
alloy coating layer is large outside the scope of the present invention, is poor in workability. The sample for 

25 comparison No. 12, in which the coating weight of the metallic chromium film and the coating weight of the 
hydrated chromium oxide film of the chromating coating as the upper layer are small outside the scope of the 
present invention, is poor in water-resistant paint adhesivity. Finally, the sample for comparison No. 1 3, in which 
the alloy-treated hot-dip zinc coating is formed on the surface of the steel sheet, is slightly poor in workability 
and water-resistant paint adhesivity. 

30 On the contrary, as is clear from Table 2, all the samples of the invention Nos. 1 to 20 are excellent in 

workability, blister resistance, perforation corrosion resistance and water-resistant paint adhesivity. 

According to the present invention, as described above in detail, it is possible to obtain an electroplated 
steel sheet having a plurality of coatings, which is excellent in workability, corrosion resistance and water-re- 
sistant paint adhesivity, thus providing industrially useful effect. 

35 

Claims 

1. An electroplated steel sheet having a plurality of coatings, excellent in workability, corrosion resistance 
40 and water-resistant paint adhesivity, which comprises: 

an iron-chromium-zinc alloy coating as a lower layer, formed on at least one surface of a steel sheet, 
consisting essentially of: 



iron : from 3 to under 15 wt.%, 

chromium : from 0.1 to 1 wt.%, 



so and 

the balance being zinc and incidental impurities, said iron-chromium-zinc alloy coating as the lower 
layer having a coating weight of at least 0.1 g/m 2 per one surface of said steel sheet; 

another iron-chromium-zinc alloy coating as an intermediate layer, formed on said iron-chromium- 
zinc alloy coating as the lower layer, consisting essentially of: 

55 
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iron : from 10 to 40 wt.%, 

chromium : from over 1 to under 30 wt.%, 

5 

and 

the balance being zinc and incidental impurities, said intermediate iron-chromium-zinc alloy coating 
layer having a coating weight of at least 20 g/m 2 per one surface of said steel sheet, and the sum of said 
coating weight of said iron-chromium-zinc alloy coating as the lower layer and said coating weight of said 
10 intermediate iron-chromium-zinc alloy coating layer being up to 60 g/m 2 per one surface of said steel 

sheet; and 

a chromating coating as an upper layer, formed on said intermediate iron-chromium-zinc alloy coat- 
ing, said chromating coating as the upper layer comprising a metallic chromium film formed on said in- 
termediate iron-chromium-zinc alloy coating, and a hydrated chromium oxide film formed on said metallic 
15 chromium film, and each of said metallic chromium film and said hydrated chromium oxide film having a 

coating weight of at least 5 mg/m 2 per one surface of said steel sheet. 

2. The electroplated steel sheet as claimed in Claim 1, wherein: 

each of said metallic chromium film and said hydrated chromium oxide film has a coating weight 
20 of up to 500 mg/m 2 per one surface of said steel sheet. 



Patentanspruche 

25 1. Galvanisiertes Stahlblech mit einer Mehrzahl von Uberzugen, hervorragender Bearbeitbarkeit, Korrosi- 
onsfestigkeit und Haftfahigkeit fur eine wasserbestandige Lackierung, umfassend einen auf mindestens 
einer Oberflache eines Stahlblechs als untere Schicht gebildeten Uberzug aus einer Eisen-Chrom-Zink- 
Legierung, die im wesentiichen aus: 

30 Eisen: von 3 bis unter 15 Gew.-%; 

Chrom: von 0,1 bis 1 Gew.-% und 

zum Rest Zink und beilauf igen Verunreinigungen besteht, wobei das Auf traggewicht des die untere 
35 Schicht bildenden Uberzugs aus der Eisen-Chrom-Zink-Legierung mindestens 0,1 g/m 2 pro eine Ober- 

flache des Stahlblechs betragt; 

einen auf dem die untere Schicht bildenden Uberzug aus der Eisen-Chrom-Zink-Legierung als Zwi- 
schenschicht gebildeten Uberzug aus einer weiteren Eisen-Chrom-Zink-Legierung, die im wesentiichen 
aus: 

40 

Eisen: von 10 bis 40 Gew.-%; 

Chrom: von uber 1 bis unter 3 0 Gew.-% und 

45 zum Rest Zink und beilauf igen Verunreinigungen besteht, wobei das Auftraggewicht des die Zwi- 

schenschicht bildenden Uberzugs aus der Eisen-Chrom-Zink-Legierung mindestens 20 g/m 2 pro eine 
Oberflache des Stahlblechs betragt, und wobei die Summe der Auf traggewichte des die untere Schicht 
bildenden Uberzugs aus der Eisen-Chrom-Zink-Legierung und des die Zwischenschicht bildenden Uber- 
zugs aus der Eisen-Chrom-Zink-Legierung bis zu 60 g/m 2 pro eine Oberflache des Stahlblechs betragt 

so und 

einen auf dem die Zwischenschicht bildenden Uberzug aus der Eisen-Chrom-Zink-Legierung ge- 
bildeten Chromatieruberzug als obere Schicht, wobei der die obere Schicht bildende Chromatieruberzug 
einen auf dem die Zwischenschicht bildenden Uberzug aus der Eisen-Chrom-Zink-Legierung gebildeten 
metallischen Chromfilm und einen auf dem metallischen Chromfilm gebildeten hydratisierten Chromoxid- 
55 film umfafct und das Auftragsgewicht sowohl des metallischen Chromfilms als auch des hydratisierten 

Chromoxidf ilms mindestens 5 mg/m 2 pro eine Oberflache des Stahlblechs betragt. 

2. Galvanisiertes Stahlblech nach Anspruch 1 , wobei das Auftragsgewicht sowohl des metallischen Chrom- 



14 



EP 0 406 579 B1 

films als auch des hydratisierten Chromoxidf ilms bis zu 500 mg/m 2 pro eine Oberf lache des Stahlblechs 
betragt. 

5 Revendications 

1. Une feuille d'acier electroplaquee presentant une pluralite de revetements, une excellente aptitude a I'usi- 
nage, une resistance a la corrosion et une adhesivite de la peinture resistance a I'eau, qui comporte : 
un revetement d'alliage fer-chrome-zinc comme couche inferieure, forme sur au moins une surface 
10 d'une feuille d'acier, consistant essentiellement en : 

fer : de 3 a moins de 15 % en poids, 

^ chrome : de 0,1 a 1 E en poids, 

et 

le reste etant du zinc et des impure tes incidentes, (edit revetement en alliage fer-chrome-zinc for- 
mant la couche inferieure presentant un poids de revetement d'au moins 0,1 g/m 2 pour une surface de 
20 ladite feuille d'acier; 

un autre revetement en alliage fer-chrome-zinc comme couche inter mediaire, forme sur ledit re- 
vetement en alliage fer-chrome-zinc formant la couche inferieure, consistant essentiellement en : 



25 

fer : de 10 h 40 % en poids, 

chrome : de plus 1 a moins de 30 % en poids, 

30 et 

le reste etant du zinc et des impuretes incidentes, 
ladite couche intermediate de revetement en alliage ferchrome-zinc presentant un poids de revetement 
d'au moins 20 g/m 2 pour une surface de ladite feuille d'acier, et la somme du poids de revetement dudit 
revetement en alliage fer-chrome-zinc formant la couche inferieure et dudit poids de revetement de ladite 

35 couche intermediaire de revetement en alliage fer-chrome-zinc pouvant aller jusqu'a 60 g/m 2 pour une 

surface de ladite feuille d'acier ; et 

un revetement de chromage comme couche sup6rieure,form£ sur ledit revetement intermediaire 
en alliage fer-chrome-zinc, ledit revetement de chromage formant la couche superieure comportant une 
pellicule de chrome metallique formee sur ledit revetement intermediaire en alliage fer-chrome-zinc, et 

40 une pellicule d'oxyde de chrome hydrate formee sur ladite pellicule de chrome metallique, et chacune de 

ladite pellicule de chrome metallique et de ladite pellicule d'oxyde de chrome hydrate presentant un poids 
de revetement d'au moins 5 mg/m 2 pour une surface de ladite feuille d'acier. 

2. La feuille d'acier electroplaquee telle que revendiqu6e dans la revendication 1, dans laquelle : 
45 chacune de ladite pellicule de chrome metallique et de ladite pellicule d'oxyde de chrome hydrate 

presente un poids de revetement pouvant aller jusqu'a 500 mg/m 2 pour une surface de ladite feuille d'acier. 



50 
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